Fabrication, Structure, Properties and Application of Gradient Sintered Carbide-Steels with HS6-5-2 Matrix by Dobrzański, Leszek Adam & Kloc-Ptaszna, Anna
Selection of our books indexed in the Book Citation Index 
in Web of Science™ Core Collection (BKCI)
Interested in publishing with us? 
Contact book.department@intechopen.com
Numbers displayed above are based on latest data collected. 
For more information visit www.intechopen.com
Open access books available
Countries delivered to Contributors from top 500 universities
International  authors and editors




the world’s leading publisher of
Open Access books






Fabrication, Structure, Properties and Application of
Gradient Sintered Carbide-Steels with HS6-5-2 Matrix
Leszek Adam Dobrzański and Anna Kloc-Ptaszna
Additional information is available at the end of the chapter
http://dx.doi.org/10.5772/65379
Provisional chapter
Fabrication, Structure, Properties and Application of
Gradient Sintered Carbide-Steels with HS6-5-2 Matrix
Leszek Adam Dobrzański and Anna Kloc-Ptaszna
Additional information is available at the end of the chapter
Abstract
This  chapter  presents  essential  information  concerning  sintered  tool  materials
containing  carbides,  i.e.  high-speed steels  and metal  matrix  composites,  including
sintered  carbides  and carbide  steels.  Gradient  materials,  whose  properties  change
gradually according to their volume, are characterised. The results of investigations
are presented in the final part into the structure and properties of newly developed
sintered graded tool materials fabricated by the conventional metallurgy method from
a mixture of high-speed HS6-5-2 steel powder and WC carbides. Investigations are
described for four-layer materials, where the successive transition layers with a smaller
and smaller volume fraction of tungsten carbide were constituted from the surface
layer  side,  until  a  substrate  layer  containing  high-speed  HS6-5-2  steel  only.  The
outcomes are described of structural  examinations in a scanning and transmission
electron microscope, an X-ray microanalysis and the results of density, porosity and
hardness examinations of sintered gradient materials and the results of structure and
hardness examinations of heat-treated materials.
Keywords: gradient tool materials, uniaxial pressing, sintering, high-speed steel,
tungsten carbide, vanadium carbide
1. General characteristics of carbide-reinforced sintered tool materials
Technical progress in tools manufacturing is manifested, most of all, by endeavours to produce
tools with better properties, and powder metallurgy plays a key role in such activities. Methods
permitting to improve production quality and effectiveness have been sought for continuously.
The main directions of development are centred on creating new and improving the existing
methods of manufacturing; on preparing and compressing powders from which sintered tool
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materials are produced; on optimising the chemical composition of materials and improving
the techniques of tool surface deposition with hard antiwear layers and the techniques of surface
layer constitution. The fundamental direction of development should be the optimisation of
chemical composition of the existing tool materials possessing good functional properties [1,
2]. The common characteristic of various materials is that, as hardness is rising, they become
more brittle.  Where high cracking resistance is required, material  hardness is decreasing
(Figure 1a). Efforts are hence being made to raise the ductility of materials with higher hardness.
Figure 1. The schema of: (a) comparison of tool materials’ properties by range and (b) selected properties of metallic,
ceramic and composite materials.
Cutting tool edges are subject to various wear mechanisms in service, thus the quality of tool
materials should satisfy specific requirements [1–5]. Tool materials should be characterised by:
• high hardness and possibly high ductility and high rigidity and fatigue strength to dynamic
loads occurring during tool work;
• high abrasive wear;
• high resistance to the annealing activity of elevated temperature;
• good thermal fatigue resistance;
• good machining and cutting properties;
• high dimensional stability, especially important for gauges and measuring tools;
• good resistance to the harmful activity of grinding;
• good resistance to corrosive factors.
It is difficult to produce a material satisfying all the desired properties at the same time, as
some of them are mutually exclusive. The application range of specific material groups has
therefore been established, for which minimised wear, and consequently, service life, are the
fundamental criteria for selection of the particular material type.
Tool material selection is always a compromise solution between high abrasive resistance and
mechanical properties. Significant progress in production efficiency has been achieved by
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applying advanced tool materials enabling machining with high cutting rates with the
increased section of the layer being cut and with different geometrical characteristics of the
edge. Their use as tool cutting parts is limited, though, due to a high price of such materials.
For this reason, for example, sintered tool inserts are mounted on shanks or holders made of
cheaper materials whose job is to transfer cutting forces. The best solution would be to combine
the properties of metallic materials with the properties of ceramic materials, namely to produce
metallic-ceramic composites (Figure 1b).
Hardness is the key criterion in tool material selection. It should be at least 30 HRC higher than
hardness of the worked material. It is important because it is possible these days to work
materials whose hardness is much higher than the hardness of many tool materials (e.g. steels
hardened to 70 HRC). The hardness of tool materials can be substantially increased by
changing their chemical composition. One of the directions may be an attempt to change the
relative volume of hard reinforcing phases and a matrix in tool materials with a binding matrix.
Furthermore, if such a change is controlled and takes place in the direction defined, a graded
material is achievable with high hardness in the surface layer, while maintaining considerable
continuity in its remaining part. The chemical composition, structure and properties can be
freely customised in such materials using the powder metallurgy methods generally described
in one of the previous chapters. High-speed steels (HSS) are an important group of sintered
tool materials with a much more uniform structure as compared to conventional steel grades.
The usable properties of the cutting edges manufactured from such materials have been
enhanced by eliminating the basic drawbacks of conventional high-speed steels such as uneven
distribution of components and carbide banding [2–5]. The technological and service proper-
ties of high-speed steels are largely dependent on the powder fabrication method and its
granulation degree. It may therefore be misleading to compare the properties of steels with
the same chemical composition without knowing the factors mentioned. High-speed steels are
fabricated from powders obtained by sputtering liquid steel, with appropriate chemical
composition, by means with water or insert gases, mainly argon, helium or nitride. Steel
melting takes place usually in a medium-frequency induction furnace. Liquid metal is poured
into a melting pot placed on the top of a chamber which is more than ten metres high.
Afterwards, the liquid metal flows through a centric orifice into a chamber into which gas or
water is supplied simultaneously, atomising the flowing metal stream into very fine droplets.
The droplets, while falling onto the chamber bottom, are cooled with gas and solidify in the
form of ball-like grains collecting on the chamber bottom. The so-obtained powder is sifted to
remove oversized grains. The composition and size of powder grains is adjustable by selecting
suitable atomisation conditions, i.e. temperature and a fraction of liquid metal and by changing
the pressure and gas flow rate [2, 5, 6]. High-speed steel powders atomised with water feature
a frayed shape and good compressibility. In respect of gas-atomised powders, they are more
oxidised (have a 20–50 times higher concentration of O2). Water-atomised powders are
oftentimes additionally crushed mechanically (in vibration or ball mills) and powdered to the
diameter of 0.001–0.002 mm. Finished mouldings can be moulded from such powders by the
uniaxial cold pressing method and sintered until a moulding is fully compressed, or additional
hot isostatic pressing can be applied [2, 4–7]. The shape of the sintered mouldings is similar to
the shape of a ready product and have the relative density of over 65%. Approximately 10%
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linear contraction in sintering has to be taken account of in designing moulding dimensions.
Inert gas-atomised powders are ball-shaped with the diameter of 0.01–1 mm and a lower
concentration of O2, good liquidity, but poor compressibility. The most often used method of
high-speed steel making is a Swedish ASP method, by ASEA-STORA company. Powder
undergoes cold isostatic pressing in this method in a cylindrical container for pre-compression.
Pressing pressure is about 400 MPa. Next, the moulded block undergoes hot isostatic pressing
in the atmosphere of argon, at the temperature of 1150°C and under the pressure of 100–
150 MPa in specially constructed Quintus presses. Bars are made from the so-manufactured
semi-product by plastic working, the same as for conventional high-speed steels cast as ingots
weighing several hundred kilos, and tools are produced from such bars in a plastic working
and machining process [2, 4]. The method has been modified differently over time, including
in STAMP and MICROCLEAN processes [5]. Powder injection moulding (PIM) and low-
pressure moulding processes are employed more and more often to produce high-speed steels
[8–11]. Metal powder in both cases is mixed with a binding agent to produce powder mass
suitable for moulding. In injection moulding, a mixture of powders is additionally plasticised
in a heated injection moulder cylinder and then injected into a mould via a nozzle. The
moulded preforms are degraded thermally, as a result of which the binder is removed and
then they are sintered. It was concluded based on the examinations of the structure and
properties of HS6-5-2 high-speed steel fabricated by powder injection moulding, low-pressure
moulding, pressing and sintering, that a common advantage of injection moulded and low-
pressure moulded steels is a broader sintering temperature range in relation to steels produced
by a conventional powder metallurgy method, for which it is approximately 5°C [8–10, 12,
13]. Injection moulded steels possess the lowest sintering temperature and the highest density
as compared to pressed and sintered steels, resulting from a high concentration of carbon
coming from binder degradation. Powder injection moulding also enables to produce ready-
made tools, i.e. without plastic working and machining. Cutting tools made of sintered high-
speed steels are heat treated to achieve an optimum structure consisting of fine matrix grains
with identical size and carbides uniformly distributed in it. In the softened condition, the
structure of sintered high-speed steels contains alloy ferrite with uniformly arranged MC,
M6C and M23C6 carbides and also contains M2C carbides in steels with a high concentration of
molybdenum and M7C3-type carbides in steels with a high concentration of silicon, and in
steels containing M23C6-type carbides with a higher concentration of carbon [2, 4, 14–17].
Heating to the austenitisation temperature is usually performed in salt baths with indirect
heating at the temperature of approximately 550 and 850°C, for 15 min. Austenitisation
temperature for particular grades of sintered steels is lower by approximately 230–250°C
compared to the austenitisation temperature of conventional steels with the analogous
chemical composition. This is caused by the initial sizes of carbides. Fine carbides in sintered
steels are dissolving faster than larger ones in conventional steels. With gradual heating, the
time of austenitisation depends on the austenitisation temperature and is going down as the
temperature is rising. Cooling from the austenitisation temperature is usually done in salt bath.
Cooling in oil bath or in vacuum is also allowed [2, 4]. The same transformations take place in
sintered steels as in conventional steels during cooling. The steel structure after hardening
contains martensite, retained austenite (approximately 25%) and M6C and MC carbides
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unsolved during austenitisation, whose fraction in the structure depends on the steel grade
and accounts for 20–25%. High-speed sintered steels are annealed twice or thrice, in the
temperature range ensuring the maximum secondary hardness (550–560°C). The secondary
hardness effect attained is caused by the precipitation of coherent M4C3 carbides in a marten-
sitic matrix and by the transformation of retained austenite into martensite during cooling
from the tempering temperature [4, 14–19]. The secondary hardness range in sintered steels is
shifted to a slightly lower temperature than in convention steels with a similar chemical
composition. The maximum hardness achieved depends on the applied austenitisation
temperature [2, 4, 14–19]. The fabrication costs of sintered high-speed steels are higher than
manufacturing costs of conventional steels, but the tools made of sintered steels are much more
durable than those made of conventional steels. A homogenous structure of sintered steels and
a sintering technology enabling to produce materials with a higher concentration of carbon
and alloy elements than for conventional steels have an effect on that. Higher hardness of such
materials can be attained whilst maintaining comparable ductility, and, consequently, higher
abrasive resistance. Moreover, sintered high-speed steels allow for much better hot plastic
forming and machining and are more susceptible to heat treatment than conventional steels.
The dimensional changes taking place in such steels as a consequence of a martensitic
transformation and release processes during tempering can be anticipated and considered in
grinding allowances. Sintered high-speed steels are also distinct for very good grindability,
whereas the steels made by isostatic hot pressing exhibit better susceptibility to grinding than
those sintered in a vacuum [2, 4–6]. The tools made of sintered high-speed steels usually have
better cutting properties than conventional steels with the same chemical composition. This is
especially true for the treatment of steels that are hard to cut, at higher cutting rates. The
indicators showing an increase in tool service life depend on the tool type and treatment
conditions (including mainly the strength of the worked material) and may span between
several dozen to several hundred per cents as cutting speed is rising. Additionally, it is apparent
by analysing the relationship between manufacturing costs of cast and sintered high-speed
steels over the last years that the manufacturing costs of sintered high-speed steels are
decreasing and are approximating the manufacturing costs of conventional high-speed steels
and coincide for some grades of such steels.
Tool materials with a binding matrix represent another important group of sintered tool
materials. These include particulate-reinforced sintered metal matrix composites in which
sintered carbides are the basic group [2, 5, 20]. Sintered carbides are also considered to be, apart
from high-speed steel and carbide steels, a group of materials based on carbides of transition
metals. Such classification derives from the volume fraction of carbides in the material
structure [2, 4, 20]. The main components of conventional sintered steels are tungsten carbide
WC and cobalt, used as a binder metal. The sinters of hard carbides of high-melting metals
such as VC, TiC, TaC, NbC are also considered to be sintered carbides and nickel or iron can
also be a metal matrix apart from cobalt. The carbides mentioned are distinct for their high
hardness (1900–2500 HV), critical for good abrasive wear resistance of sintered carbides.
However, as such carbides are highly brittle, this is limiting their application as the materials
exposed to the acting dynamic external loads, e.g. in the use of cutting tools [2, 4]. As the relative
volume of carbides is growing, so is growing hardness and resistance of sintered carbides to
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wear in cutting, bending strength is declining, though. A higher relative volume of a metal
matrix raises bending strength and reduces hardness and wear resistance in cutting [4, 5, 20].
TiC carbide improves hardness and wear resistance in cutting, but at the same time decreases
the bending strength of sintered carbides. NbC and TaC carbides raise hardness at ambient
and at elevated temperature, and also the bending strength of sintered carbides [2, 4]. Various
aspects of fabrication and technical applications of sintered carbides are discussed in a few
chapters of the book, hence only certain related aspects are touched upon in this chapter.
The manufacture of products from sintered carbides is a complex technological process. The
first step in the process is to produce carbide powder by the numerous methods of: melting,
carburising of powders of pristine metals, metal oxides or hydrocarbons in the solid state by
sintering, carburising of powders of pristine metals, metal oxides or hydrocarbons with gases
containing carbon, precipitates of gas phase, carbide precipitations from melted metals or
electrolysis. Next, carbides are usually cleaned and crushed. Carbide products are manufac-
tured by powder metallurgy methods by pressing and sintering and hot pressing [4–7, 20].
The following technologies can also be employed: pressure sintering technologies with
induction heating, extrusion of bars and sleeves from powders with plasticisers added, and
casting in a suspension. Such methods enable to form large-size, high-density products and
such with untypical shape for sinters, e.g. rods or plates [2, 4–7, 20]. The sintered carbide grades
most commonly produced are characterised by a conventional structure with carbides sized
several micrometres or with carbides with their size smaller than 1 μm. The properties of
sintered carbides are principally dictated by the chemical composition of carbides, by the shape
and size of their grains and by the volume fraction of carbides in the structure. The most
significant property of sintered carbides is their hardness in high temperature, allowing cutting
at high rates.
Sintered carbides are finding their applications most of all as materials for cutting iron alloys,
non-ferrous metal alloys, non-metal materials and rocks and for plastic working tools. Some
grades of sintered carbides featuring a high concentration of cobalt are utilised as construc-
tional materials of machine parts from which good abrasive resistance is required, especially
at elevated temperature, e.g. slide and roller bearing parts, nozzles, guides, blades in heat
machines and hydraulic plungers [2, 4–7, 20].
Carbide steels with indirect properties between tool steels and sintered carbides also belong
to the group of particulate-reinforced metal matrix sintered composites. Their wear resistance
versus high-speed steels is 10–20 times higher. The chemical composition of a matrix in
traditional carbide steels corresponds to structural steel for quenching and tempering, stainless
austenitic steel or precipitation-reinforced maraging steel. A carbide phase consists of titanium
carbides TiC, which are practically insoluble in a steel matrix in heat treatment. A relative
volume of a matrix in a sinter is much higher than in sintered carbides and accounts for over
50% [2, 4, 20]. Carbide steels have, therefore, higher ductility than sintered carbides, and also
much higher abrasive wear resistance than tool steels. The tools made of carbide steels after
sintering undergo mechanical and heat treatment (quenching and tempering). One of the
chapters also describes special carbide steels with a matrix of high-speed steels with carbides
of transition metals, including WC, VC, TiC, NbC and their unique manufacturing technology.
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An advantage of carbide steels is the fact that their mechanical properties may vary over a
broad range depending on the matrix material and the condition of heat treatment. The
pressing and sintering of a mixture of carbide and steel powders or saturation of a pre-sintered
porous carbide skeleton with steel are classified as carbide steel manufacturing methods [2, 4–
7, 20]. Variations in the properties of a particulate-reinforced composite enables to combine
reinforcement properties with matrix properties. The effective properties of a composite are
thus dependent upon the properties and relative volume of the components forming it.
2. General concept of sintered gradient materials
Gradient materials are one of newer generations of engineering materials in which properties
change gradually in the material volume as chemical composition, grain size, structure or
atomic order are changing [2, 21–23]. Such materials are not a technically separate group of
materials, but rather represent an engineering approach to chemical material structure and/or
chemical composition formation. Such an approach is most advantageous when one material
may ensure a diverse combination of properties which is hard to achieve, as in the case of the
required high hardness, and also high ductility of tool materials [23]. The manufacture of such
materials is hard, tough. A graded structure can be obtained by, among others, reinforcing a
matrix with precipitates or particles having diverse properties, size and shape, and also by
changing the function of the reinforcing phase and matrix. A material structure can then be
achieved with properties changing continuously or discreetly. The examples of gradient
structures are also observable in nature, for instance in plant and animal tissues, bones, teeth
and shells [21]. A representative example of a graded structure is a bamboo stalk. It has a very
strong outer surface and an elastic core. Fibre distribution changes on the stalk section,
ensuring its high flexibility and strength.
The potential benefits resulting from the use of graded materials were considered theoretically
already in 1972 [24]. It was not sooner than in 1984–1985 in Japan when a concept of functionally
graded materials (FGM) was developed in aeronautics [25]. The use of graded materials as
heat barriers in space shutters was considered. Systematic researches over the fabrication of
such materials were initiated in 1987 under a research project [22, 26], and the Research Society
for Functionally Graded Materials publishing the FGM News was set up a year later. An
international conference on functionally graded materials, stimulating rapid advancements in
materials production, has been regularly held in Sendai, Japan, since 1990 [27]. Many of the
researches on graded materials are addressed to modernise and improve their manufacturing
technologies already known and to search new low-input technologies with high reproduci-
bility and performance. As growing interest in graded materials has been observed, it becomes
necessary to carry out research on optimising the chemical and phase composition of such
materials and their manufacturing technology.
Graded materials can be classified according to different criteria, usually in terms of structural
criteria, manufacturing methods and application. With regard to their application, such
materials can be divided into, notably, functionally graded materials [22, 26], tool gradient
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materials (TGM) [28–36], gradient biomaterials and functionally graded piezoelectric materials
(FGPM). Gradient materials, according to the type of combined materials, can be grouped into,
particularly [37]: metal material-ceramic material, metal material-metal material, ceramic
material-ceramic material, polymer material-ceramic material. Gradient materials are also
grouped by their manufacturing methods. For example, for the powder metallurgy method,
which is often used, materials can be produced with porosity gradient or porosity size,
chemical composition in a single-phase material, volume fraction of phases or grain size in a
material with two or many phases [22, 27]. Gradient materials can also be grouped according
to gradient distribution (one-, two- or three-dimensional) or gradient range (gradient situated
in a particular area, or extending in the whole section).
Different physical and chemical methods can be used for manufacturing gradient materials.
It is hard to say which one of them best fulfils its task and technical requirements resulting
from a complicated structure of materials. The combination of different manufacturing
methods may solve problems with production of gradient materials. The combinations of such
methods depend on the state of the input material and its properties. Apart from the cases
where an input material is in the gaseous or liquid state and by concentrating on the solid state,
the use of different powder methods should be listed, allowing easily to select the input
composition of a moulding [22, 37, 38]. Several key methods of gradient material manufactur-
ing have been developed until now, such as powder metallurgy methods, and also coating
deposition methods and diffusion-based methods [1, 21, 27]. The main advantage of powder
metallurgy methods is that the selection of output composition of a moulding can be control-
led, which allows to obtain a sinter with variable chemical composition of phases in the
material volume. Gradient materials in a conventional powder metallurgy method can be
produced by filling a matrix with subsequent layers of powder mixtures differing in their
chemical composition, and then the mixtures are pressed and sintered. The composition of
powders depends on the required properties of the fabricated material. For instance, materials
can be achieved with porosity gradient, by filling a mixture of powder with various particle
size or by changing compression conditions, and with pore size gradient, by differentiating
the size of powder particles. A chemical composition gradient is also attainable. If a phase
balance chart indicates potential solubility above the selected range of chemical composition
of a gradient material, a single phase material with a mild variation of concentration is created
when sintering a mixture of powders with continuous chemical composition variation. In order
to achieve a gradient material structure, a condition has to be satisfied saying that the diffusion
range of the differing atoms must be higher than the average size of particles [23]. Layer
thickness can to be taken into account if filling is done in successive steps. The most popular
group of graded materials are those with the gradient of the volume fraction of phases or grain
size in a multi-phase material. Multi-component systems of phase balance are usually distinct
for the limited solubility of components. The growth of soluble phase grains in heat treatment
has to be considered, especially in sintering with the presence of the liquid phase. As a result,
the structure of the material obtained consists of two or more phases with a gradient in the
volume of the material or grain size. Although powder moulding by filling and pressing a
large number of powder layers (over 5) in a die is an uneconomical process in industrial terms,
it is widespread in laboratory tests [11, 27, 36, 39].
Powder Metallurgy - Fundamentals and Case Studies206
Gradient materials manufactured by powder metallurgy methods are most often characterised
by a gradient step of chemical composition. Automated systems of component dosing or
centrifugal force are applied to avoid uneven transition between layers. The consolidation
method of input materials is largely impacting the content of the structure and the character
of the chemical composition change, especially in the region of layers’ boundary. A liquid phase
emerges very frequently when sintering multi-phase mixtures or a chemical reaction takes
place [40]. Sintering with the presence of the liquid phase usually occurs at a temperature
higher than the lowest melting point of one of mixture components. A sintering process is
inherent to the presence of the liquid phase. A disadvantage of the process is a difficulty to
maintain a concentration gradient, which sometimes tends to disappear due to component
homogenisation processes [41, 42]. This can be solved by shortening the time needed to
consolidate components to avoid their homogenisation. A high-temperature synthesis is used
where the heat necessary for sintering comes from a chemical reaction. Self-propagating high-
temperature synthesis (SHS) is a method of synthesising chemical compounds utilising mainly
the heat of exothermic reactions taking place in the system. In this method, powders are heated
to the adequate temperature, after exceeding which the reaction is running by itself. The
method is especially effective for a synthesis of such compounds as carbides, but also oxides,
nitrides and borides. The compounds are highly refractory, for this reason, to synthesise their
powders, processes are necessary most often, which are occurring at measureable speed only
in high temperature of 1000–2000°C. When chemical compounds are synthesised convention-
ally, e.g. by a mixture of constant reagents in an oven, high heat losses to the surrounding occur
and heat has to be supplied constantly from external energy sources to maintain a high
temperature and the reaction running. The processes are energy- and time-consuming [1, 21,
37, 43].
Different coating deposition techniques are utilised to produce graded coatings [8, 44–47]. The
most widespread ones include vacuum deposition (PVD, CVD). A non-gradual change in
properties occurs between the coating and the substrate, causing a concentration of stresses in
the boundary region during material production and usage. Fast degradation, consisting of
coating cracking and delamination, takes place in this region as a consequence. PVD and CVD
methods create an opportunity to set off unfavourable phenomena and to obtain a relatively
thin layer which is between several to more than ten micrometres thick. A graded coating can
be produced by dosing components which are critical for the properties of the materials and
by changing residual pressure or reactive gas in the deposition chamber [1, 21, 23]. Graded
coatings have broad applications due to their specific properties, such as resistance to high
temperature oxidisation, erosion and abrasive wear resistance. Depending on the usage, they
can be grouped into, in particular, wear-resistant coatings (WRC) and thermal barrier coatings
(TBC).
Nanocrystalline functionally graded materials represent a promising direction of development
in modern coatings. Advanced PVD methods, in particular pulsed laser deposition (PLD), are
applied to produce mono- or multilayer coatings with a nanocrystalline structure [48]. The
method has been employed successfully for producing biocompatible coatings based on TiN
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and hydroxyapatite, designed for use in production of bone implants and hemocompatible
materials.
Own works cover numerous investigations of graded coatings deposited onto tools produced
by a PM method. Graded coatings are applied in a PVD process by reactive magnetron
sputtering (RMS), by Cathodic arc evaporation (CAE), Thermionic arc evaporation (TAE),
Reactive ion plating (RIP) methods and by CVD method [44–46, 49–51]. The aspects of this
method are detailed in one of the chapters.
The other, commonly applied graded coating manufacturing technologies include remelting,
alloying and laser cladding technologies [2, 52]. They ensure good properties of a surface layer
and good substrate attachment. Due to differing substrate and surface layer properties, layer
cracks in the substrate heat affected zone and in the area of surface layers occur during laser
production of surface layers. Cracking can be limited or totally eliminated by applying a
graded fraction of hard ceramic phases or a graded fraction of an alloying component in the
surface layer. If an indirect layer is used between a surface layer and a substrate, good
attachment is ensured along with high corrosive resistance, wear resistance, high hardness,
ductility, plasticity and fatigue strength of a coating [53, 54]. These issues are discussed in one
of the first chapters of the book. Own research into laser surface engineering using a high
performance diode laser [49–52, 55, 56] have shown that alloying/laser cladding technologies
ensure the highest quality, 0.1–1.5 mm thick surface layers and a very high quality of the
substrate attachment. The materials achieved possess enhanced abrasive wear resistance as
well as good mechanical and tribological properties. Very high resistance to thermal fatigue
of materials is achieved by alloying with NbC, TaC, TiC, VC and WC carbide particles.
Thermal spraying, known for many decades, offers broad opportunities to produce graded
layers. Plasma spraying (PS) was patented already in 1960 and 1962. In this method, a material
constituting a layer is melted in a stream of plasma and the melted particles are directed at
high velocity by a stream of plasma gas onto an appropriately prepared surface [2, 57, 58].
Plasma spraying can take place in two variants. In the first of them, a coating forming the
material is supplied by one burner. In the other, a system of burners with different powders is
used, allowing to produce coatings easily and efficiently. Layers with specific heat parameters
can be obtained with this method, e.g. thermally insulating TBC coatings [2, 47, 59, 60] and
other coatings, e.g. biocompatible ones (hydroxyapatite). The methods are also generally
characterised in one of the previous chapters of the book.
Materials with a graded structure can also be constituted with heat treatment processes known
for thousands of years, e.g. by hardening or thermochemical treatment processes, such as
carburising and nitriding [2]. Only part of the scientific environment shares a view that a
material, in which surface treatment is carried out only, without combining two different
materials, should be considered a gradient material. It is true, however, that a gradient of
chemical composition and properties exist in the volume of such a material. Moreover, such
methods, for long, were dominant as a fabrication technique of materials with a structure
changing on their surface.
Powder Metallurgy - Fundamentals and Case Studies208
There are many gradient material manufacturing processes. Modernised or innovative
manufacturing methods are often found in publications concerning gradient materials.
Gradient materials offer extensive application possibilities. About 200 potential uses were
proposed in 1990 in a survey made by FGM Forum, among others in machine, car, optic and
power industry and even in nuclear physics and medicine [61]. Gradient materials are broadly
used for producing parts where, in the conditions of use, a high temperature gradient exists,
in particular in the space and aviation industry [1, 21, 23, 37]. They are used for producing heat
barriers, shell plating or rocket engine parts most often [1, 43, 59]. Gradient materials can be
used in a combustion chamber of jet turbine engines where very aggressive conditions prevail
for the materials used. An innovative solution is a construction of segmented semiconductor
heat sensors. The sensor is built of several modules differing in a thermal and electrical
conductivity coefficient. The so-produced element has its resultant characteristic almost
independent from its working temperature; any changes in electrical conductivity result only
from the sensor surface layer profile being formed. It is thus easy to monitor temperature by
measuring voltage on the sensor electrodes. An additional advantage is sensor construction,
owing to which the sensor can have dimensions of several tenths of millimetre. It is thus
possible to incorporate a sensor inside the element which is diagnosed and thus protects the
sensor against an aggressive environment or mechanical damage, e.g. in a jet engine combus-
tion chamber. Gradient materials are also used for producing solid oxide fuel cells (SOFCs),
where the problem is to maintain the suitable cell durability at high working temperature of
about 950°C due to various thermal expansion coefficients of its particular parts. Such a cell
incorporates a cathode made of (La, Sr)MnO3 and a cermetal Ni/ZrO2 anode, with permanent
electrolyte in between (ZrO2 stabilised with yttrium oxide). The application of gradient
materials allows to achieve cell efficiency of even 40% higher compared to a traditionally made
fuel cell. Works are in progress over gradient piezoelectric excitation elements [62]. Traditional
excitation elements are highly unreliable due to materials with different piezoelectric proper-
ties. At low temperature, the connecting layer, usually made of epoxy resin, is cracking and at
higher temperature is excessively creeping. Hence, efforts are made to develop gradient
piezoelectric excitation elements in the system of PZT (Pb(Zr, Ti)O3)/PNN (PbNi1/3Nb2/3O3)
materials, connected diffusively [63]. Intensive studies are also held over gradient optic fibres
ensuring the same light wave propagation velocity along the conductor for different modes.
A core of a gradient optic fibre is made of many thousands of layers. This is aimed at simulating
a smooth change of the light refractive indexes. The maximum light refractive index value is
assumed on the core axis and the minimum on the boundary with the jacket. This is eliminating
signal blurring to the same level as the waves propagated in larger distance from the centre
are moving in the layers with a lower refractive index, hence have higher linear speed. The
shape of a single mode is similar to the sinusoidal waveform. Bandwidth was consequently
increased by the order of magnitude compared to a step optic fibre.
The biomedical branch is the next area of potential applications of materials with a property
gradient [61, 64]. In bone surgery, ceramic materials with a porosity gradient can be used for
fabrication of orthopaedic gradients, which are designed just like a living bone tissue [65–70].
The works [71, 72] describe orthopaedic implants made of hydroxyapatite and titanium.
Bioactive hydroxyapatite is responsible for a strong connection with an organic tissue in such
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implants, whereas titanium is used in the parts of the implant requiring high mechanical
stability. Gradient and porous materials are studied in the works [66–70], applied for implants,
implant-scaffolds and scaffolds manufactured by selective laser sintering, what is detailed in
the respective chapters of this book.
Gradient materials may also play an important role in the machine industry, for example in a
toothed gear manufacturing technology, where a body of an element should be resistant to
dynamic loads, while its surface should be hard and abrasive resistant. The differing core and
surface layer properties are now achieved by carburising the surface of steel toothed gears. A
state-of-the-art solution can be the production of toothed gears with the inner layers made of
metal, while the outer layers would consist of hard ceramics attached to metal with indirect
layers. Tool gradient materials are usually designed in such a way as to ensure high abrasive
resistance of tools in the working layer, while maintaining a ductile core which ensures that
high dynamic loads are transferred. Sintered carbides, sintered carbide steels and sintered
high-speed steels can be used as the material of a working part [1, 73–75]. An example of a tool
gradient material can be a gradient sintered carbide. Such a material consists of sintered
carbides WC-Co, cermetal TiCN-Ni and a thin ceramic layer made of sintered carbides [1, 74].
3. The results of own investigations into sintered gradient tool materials
Gradient material technologies have gained special importance in tool production. Cutting
tool edges are subject to various wear mechanisms in service, and for this reason, special
properties are required for them. The best solution would be to develop a material which, on
one hand, would be characterised by high hardness, on the other, relatively high ductility. It
is hard, however, to manufacture a material satisfying at the same time such contradictory
properties, because as their material hardness is rising, they become more brittle. A solution
to this problem may be to produce gradient materials representing a special group of composite
materials. It is being endeavoured to fabricate materials with a varying fraction of hard
reinforcing phases and matrix in their volume. If such a change is controlled and takes place
in the direction defined (e.g. perpendicular to the surface), a graded material is achievable with
high hardness in the surface layer while maintaining considerable continuity in its remaining
part. A graded structure can be obtained by, among others, reinforcing a matrix with precip-
itates or particles having diverse properties, size and shape. The chemical composition,
structure and properties of materials can be freely tailored using the powder metallurgy
methods. Graded materials in the conventional powder metallurgy method can be produced
by filling a matrix with the subsequent layers of powder mixtures. The mixtures differ in their
chemical composition depending on the required properties of the material produced, and
then the mixtures are pressed and sintered. The most popular group of graded materials are
those with the gradient of the volume fraction of phases or grain size in a multi-phase material.
Particulate-reinforced metal matrix composites are an important group of sintered tool
materials. Reinforcement properties can be combined with matrix properties by forming the
properties of composites. The effective properties of a composite are thus dependent upon the
properties and relative volume of the components forming it. An example can be high-speed
Powder Metallurgy - Fundamentals and Case Studies210
steel having relatively high ductility applied onto a matrix material, and carbides with high
hardness used onto reinforcing particles. The research now conducted by various research
institutes is aimed at the fabrication of high-speed steel matrix composites with raised abrasive
wear resistance. The works [1, 76–78] studied the effect of additives of WC, TiC, VC and NbC
carbides on the structure and properties of high-speed steel matrix composites of HS6-5-2,
HS6-5-4 and HS12-1-5-5 type. It was found that, as the relative volume of carbides is growing
in the high-speed steel matrix, so is growing hardness and wear resistance of composites; their
bending strength is declining, though.
Investigations were performed under own works [11, 28–36, 48, 79] to create a new group of
gradient sintered carbide steels on a high-speed HS6-5-2 steel matrix, reinforced with hard WC
carbide phases, to develop their manufacturing technology and identify their structure and
properties.
The newly developed graded carbide steels were produced by uniaxial pressing and sintering
in a vacuum furnace and in a furnace with the atmosphere of flowing nitrogen with the
addition of hydrogen (N2 + 5% H2), at temperature of 1210–1270°C, for 30 and 60 min. The
steels consisted of four layers, and the successive layers were constituted by decreasing a
fraction volume of the reinforcing phase, until a substrate layer was obtained containing high-
speed HS6-5-2 steel only. Its surface layer and transition layers contained, respectively, 25, 15
and 5% and 10, 7 and 4% of WC carbide. The powders were mixed for an hour, and powder
mixtures were next filled successively into the matrix, thus producing layers with a gradually
changing volume fraction of carbides in high-speed steel. The next transition layers containing,
respectively, 15 and 5% of such carbides, were constituted—for the volume fraction in the
surface layer of 25% of WC—and then they were pressed (Figure 2) and sintered, followed by
heat treatment.
Figure 2. Moulding production scheme.
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It was confirmed that a conventional powder metallurgy method—consisting of the uniaxial
pressing of powder in a closed matrix and then sintering it—allows to produce graded carbide
steels with the desired structure and properties. It is performed by dosing and mixing high-
speed steel matrix material powders with hard carbide phases. This ensures a step-like change
in the fraction of reinforcing phases in the matrix in the direction perpendicular to the surface.
In addition, the newly created materials do not exhibit any cracks and delamination in the
boundary zone between the layers. They are also characterised by smooth transition between
the layers and show a linear variation in properties (Figure 3).
Figure 3. Moulding structure with particular layers: (1) 25%WC +75% high-speed steel, (2) 15%WC + 85% high-speed
steel, (3) 5%WC + 95% high-speed steel, (4) 100% high-speed steel.
Figure 4. Structure of the high-speed steel layer of the gradient material, sintered in vacuum furnace at temperatures
of: (a) 1210°C for 60 min, (b) 1230°C for 30 min, (c) 1230°C for 60 min.
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The newly developed sintered graded carbide steels are characterised by a multi-phase
structure composed of ferrite, primary high-speed steel carbides such as MC, M2C and M6C
and WC tungsten carbide, introduced into carbide steels as powder. MC and M6C carbides,
depending on the sintering conditions, are distributed uniformly in the matrix or undergo
coagulation and create large precipitates (approximately 2 μm) on the boundaries of primary
austenite grains of high-speed steel (Figures 4 and 5).
Figure 5. Structure of thin foil from the surface layer of the gradient material, sintered in vacuum furnace at tempera-
ture of 1250°C for 60 min; (a) image in the bright field, (b) image in the dark field from reflex "\11 1 MC, (c) diffrac-
tion pattern from the area as in figure (a), (d) solution of the diffraction pattern from figure (c).
Gradient carbide steels should be sintered in vacuum, at 1210°C for 30 min at a heating and
cooling rate to/from the sintering temperature of 5°C/min, ensuring the material density of
approximately 8.6 g/cm3 (Figure 6a), surface layer hardness of approximately 81 HRA
(Figure 6b), porosity of approximately 2% (Figure 7a) and the substrate layer structure
exhibiting no signs of remelting (Figure 7b).
Figure 6. (a) RFP describing relationship between density and the WC volume fraction, temperature, and sintering
time, for GM-HSS/WC sintered in a vacuum furnace, (b) RFP describing relationship between hardness and WC vol-
ume fraction, temperature, and sintering time, for GM-HSS/WC sintered in a vacuum furnace.
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Figure 7. (a) RFP describing relationship between porosity and the volume fraction of the reinforcing phase and sinter-
ing temperature, for GM-HSS/WC sintered in a vacuum furnace for 30 min, (b) structure of the high-speed steel layer
of the gradient material, sintered in vacuum furnace at temperatures of 1210°C for 30 min.
The heat treatment of the developed gradient carbide steels with a core corresponding to high-
speed steel, encompassing quenching and tempering, produces a secondary hardness effect in
the high-speed steel substrate layers by approximately 2–3 HRC higher than the hardness of
the hardened material. The structure of graded carbide steels in the quenched condition
represents martensite with residual austenite, M6C and MC type carbides, both primary and
secondary, unsolved in a solid solution during austenitising and WC carbides in the surface
layer. The material austenitised at the temperature of 1120°C for 120 s, quenched and then
tempered twice at the temperature of 530°C, shows the highest hardness of the surface layer
of 71.2 HRC (Figure 8).
Figure 8. (a) RFP describing relationship between hardness and the second tempering temperature, and the austenitis-
ing temperature, for the high-speed steel layer of the gradient material austenitised for 120 s, (b) RFP describing rela-
tionship between hardness and the temperature, and austenitising time, and second tempering temperature for the
surface layer of the gradient material.
The conventional powder metallurgy method, consisting of the uniaxial pressing of powder
in a closed matrix and then sintering it, allows to produce graded carbide steels with the desired
structure and properties, by dosing and mixing high-speed HS6-5-2 steel matrix material
Powder Metallurgy - Fundamentals and Case Studies214
powders with hard carbide phases, provided a linear change is ensured in the fraction of WC
carbide reinforcing phase particles in the matrix in the direction perpendicular to the surface.
As the hardness of the surface layer of the newly developed graded HS6-5-2 high-speed steel
matrix carbide steels reinforced with WC carbides can be formulated within a broad range
according to their chemical composition and sintering conditions, this provides prospects for
applying such materials for cutting tools.
Author details
Leszek Adam Dobrzański* and Anna Kloc-Ptaszna
*Address all correspondence to: leszek.dobrzanski@polsl.pl
Silesian University of Technology, Institute of Engineering Materials and Biomaterials,
Gliwice, Poland
References
[1] Ichikawa K, editor. Functionally Graded Materials in the 21st Century: A Workshop on
Trends and Forecasts. Boston: Kluwer Academic Publishers; 2001. 242 p.
[2] Dobrzański LA. Materials Engineering and Design Materials. Fundamentals of
materials science and metallography. Warsaw: WNT; 2006. 1600 p. ISBN 83-204-3249-9
(in Polish)
[3] Davis JR, editor. ASM Specialty Handbook: Tool Materials. ASM International; OH;
1995. 501 p. ISBN: 978-0-87170-545-7
[4] Dobrzański LA, Hajduczek E, Marciniak J, Nowosielski R. Metallography and heat
treatment of tool materials. Warsaw: WNT; 1990. 745 p. ISBN 83-204-1006-1 (in Polish)
[5] Dobrzański LA, Matula G. Powder metallurgy fundamentals and sintered materials.
Open Access Library. 2012;8:1-156 (in Polish)
[6] Lee PW, editor. Metals Handbook: Volume 7: Powder Metal Technologies and Appli-
cations, 2nd ed. American Society for Metals; OH: 1998. 1151 p. ISBN13: 978-0871703873
[7] Dowson G, Whittaker D. Introduction to Powder Metallurgy. The Process and Its
Products. European Powder Metallurgy Association; United Kingdom: 1992, 2008. 32
p. 26
[8] Dobrza฀ski LA, Matula G. Powder Injection Molding: Sinter-Hardening. In: Colás R,
Totten GE, editors. Encyclopedia of Iron, Steel, and Their Alloys.CRC Press, Taylor &
Francis Group; United Kingdom : 2016. 14 p.
Fabrication, Structure, Properties and Application of Gradient Sintered Carbide-Steels with HS6-5-2 Matrix
http://dx.doi.org/10.5772/65379
215
[9] Dobrzański LA, Matula G, Várez A, Levenfeld B, Torralba JM. Structure and mechanical
properties of HSS HS6-5-2- and HS 12-1-5-5-type steel produced by modified powder
injection moulding process. Journal of Materials Processing Technology. 2004;157–
158:658-668. DOI: 10.1016/j.jmatprotec.2004.07.138
[10] Várez A, Levenfeld B, Torralba JM, Matula G, Dobrzański LA. Sintering in different
atmospheres of T15 and M2 high speed steels produced by a modified metal injection
moulding process. Materials Science and Engineering: A. 2004;366:318-324. DOI:
10.1016/j.msea.2003.08.028
[11] Kloc A, Dobrzański LA, Matula G, Torralba JM. Effect of manufacturing methods on
structure and properties of the gradient tool materials with the non-alloy steel matrix
reinforced with the HS6-5-2 type high-speed steel. Materials Science Forum. 2007;539–
543:2749-2754. DOI: 10.4028/www.scientific.net/MSF.539-543.2749
[12] Matula G, Dobrzański LA, Várez A, Levenfeld B, Torralba JM. Comparison of structure
and properties of the HS12-1-5-5 type high-speed steel fabricated using the pressureless
forming and PIM methods. Journal of Materials Processing Technology. 2005;162–
163:230-235. DOI: 10.1016/j.jmatprotec.2005.02.166
[13] Matula G, Dobrzański LA, Herranz G, Várez A, Levenfeld B, Torralba JM. Influence of
binders on the structure and properties of high speed-steel HS6-5-2 type fabricated
using pressureless forming and PIM methods. Materials Science Forum. 2007;534–
536:693-696. DOI: 10.4028/www.scientific.net/MSF.534-536.693
[14] Dobrzański LA. Effects of chemical composition and processing conditions on the
structure and properties of high-speed steels. Journal of Materials Processing Technol-
ogy. 1995;48:727-737. DOI: 10.1016/0924-0136(94)01715-D
[15] Dobrzański LA, Zarychta A, Ligarski M. Phase transformations during heat treatment
of W-Mo-V 11-2-2 type high-speed steels with increased contents of Si and Nb or Ti.
Journal of Materials Processing Technology. 1995;53:109-120. DOI:
10.1016/0924-0136(95)01967-J
[16] Dobrzański LA, Kasprzak W, Zarychta A, Ligarski M, Mazurkiewicz J. Structure and
properties of W-Mo-V-Co 11-0-2-5 type and W-Mo-V 11-0-2 type high-speed steels.
Journal of Materials Processing Technology. 1997;64:93-99. DOI: 10.1016/
S0924-0136(96)02557-5
[17] Dobrzański LA, Ligarski M. Role of Ti in the W-Mo-V high-speed steels. Journal of
Materials Processing Technology. 1997;64:101-116. DOI: 10.1016/S0924-0136(96)02558-7
[18] Dobrzański LA, Zarychta A. The structure and properties of W-Mo-V high-speed steels
with increased contents of Si and Nb after heat treatment. Journal of Materials Proc-
essing Technology. 1998;77:180-193. DOI: 10.1016/S0924-0136(97)00416-0
[19] Dobrzański LA, Kasprzak W. The influence of 5% cobalt addition on structure and
working properties of the 9-2-2-5, 11-2-2-5 and 11-0-2-5 high-speed steels. Journal of
Materials Processing Technology. 2001;109:52-64. DOI: 10.1016/S0924-0136(00)00775-5
Powder Metallurgy - Fundamentals and Case Studies216
[20] Suresh S, Mortensen A, Needleman A, editors. Fundamentals of Metal-Matrix Com-
posites. Boston, London, Oxford, Singapore, Sydney, Toronto, Wellington: Butterworth-
Heinemann; 1993. 342 p.
[21] Miyamoto Y, Kaysser WA, Rabin BH, Kawasaki A, Ford RG, editors. Functionally
Graded Materials: Design, Processing and Applications. Boston, Dordrecht, London:
Kluwer Academic Publishers; 1999. 330 p. DOI: 10.1007/978-1-4615-5301-4
[22] Schwartz M, editor. New Materials, Processes, and Methods Technology. Boca Raton,
London, New York: CRC Press; 2006. 686 p.
[23] Wessel JK, editor. The Handbook of Advanced Materials: Enabling New Designs. John
Wiley and Sons, Incorporated; Canada: 2004. 656 p. ISBN: 978-0-471-45475-5 .
[24] Bever MB, Duwez PE. Gradients in composite materials. Materials Science and
Engineering. 1972;10:1-8. DOI: 10.1016/0025-5416(72)90059-6
[25] Koizumi M. FGM activities in Japan. Composites Part B: Engineering. 1997;28:1-4. DOI:
10.1016/S1359-8368(96)00016-9
[26] Kawasaki A, Watanabe R. Concept and P/M fabrication of functionally gradient
materials. Ceramics International. 1997;23:73-83. DOI: 10.1016/0272-8842(95)00143-3
[27] Kieback B, Neubrand A, Riedel H. Processing techniques for functionally graded
materials. Materials Science and Engineering: A. 2003;362:81-106. DOI: 10.1016/
S0921-5093(03)00578-1
[28] Dobrzański LA, Kloc-Ptaszna A, Pawlyta M, Pakieła W. Fabrication methods and heat
treatment conditions effect on structure and properties of the gradient tool materials.
Archives of Materials Science and Engineering. 2012;56:5-21
[29] Dobrzański LA, Kloc-Ptaszna A, Matula G. Gradient tool WC/HS6-5-2 materials
produced using the powder metallurgy method. Archives of Materials Science and
Engineering. 2008;31:9-12
[30] Dobrzański LA, Kloc-Ptaszna A, Matula G, Torralba JM. Structure of the gradient
carbide steels of HS6-5-2 high-speed steel matrix. Archives of Materials Science and
Engineering. 2007;28:589-592
[31] Dobrzański LA, Kloc-Ptaszna A, Matula G, Torralba JM. Structure and properties of
the gradient tool materials of unalloyed steel matrix reinforced with HS6-5-2 high-
speed steel. Archives of Materials Science and Engineering. 2007;28:197-202
[32] Dobrzański LA, Hajduczek J, Kloc-Ptaszna A. Effect of sintering parameters on
structure of the gradient tool materials. Journal of Achievements in Materials and
Manufacturing Engineering. 2009;36:33-40
[33] Dobrzański LA, Kloc-Ptaszna A, Matula G, Torralba JM. Structure and properties of
gradient tool materials with the high-speed steel matrix. Journal of Achievements in
Materials and Manufacturing Engineering. 2007;24:47-50
Fabrication, Structure, Properties and Application of Gradient Sintered Carbide-Steels with HS6-5-2 Matrix
http://dx.doi.org/10.5772/65379
217
[34] Dobrzański LA, Kloc-Ptaszna A, Matula G, Contreras JM, Torralba JM. The impact of
production methods on the properties of gradient tool materials. Journal of Achieve-
ments in Materials and Manufacturing Engineering. 2007;24:19-26
[35] Dobrzański LA, Kloc-Ptaszna A, Dybowska A, Matula G, Gordo E, Torralba JM. Effect
of WC concentration on structure and properties of the gradient tool materials. Journal
of Achievements in Materials and Manufacturing Engineering. 2007;20:91-94
[36] Dobrzański LA, Kloc A, Matula G, Domagała J, Torralba JM. Effect of carbon concen-
tration on structure and properties of the gradient tool materials. Journal of Achieve-
ments in Materials and Manufacturing Engineering. 2006;17:45-48
[37] Schwartz M, editor. Encyclopedia of Smart Materials, Vol. 1–2. New York: John Wiley
and Sons; 2002. 1176 p.
[38] Huang J, Li J, Kawasaki A, Watanabe R. A new method for fabrication of functionally
gradient materials. Journal of Materials Science Letters. 1998;17:2033-2035. DOI:
10.1023/A:1006685328284
[39] Dobrzański LA, Kloc-Ptaszna A. Structure and properties of the gradient tool materials
based on a high-speed steel HS6-5-2 reinforced with WC or VC carbides. Journal of
Achievements in Materials and Manufacturing Engineering. 2009;37:213-237
[40] Panda KB, Ravi Chandran KS. Titanium-Titanium Boride (Ti-TiB) functionally graded
materials through reaction sintering: synthesis, microstructure, and properties.
Metallurgical and Materials Transactions: A. 2003;34:1993-2003. DOI: 10.1007/
s11661-003-0164-3
[41] Chen L, Lengauer W, Ettmayer P, Dreyer K, Daub HW, Kassel D. Fundamentals of liquid
phase sintering for modern cermets and functionally graded cemented carbonitrides
(FGCC). International Journal of Refractory Metals and Hard Materials.
2000;18:307-322. DOI: 10.1016/S0263-4368(00)00041-X
[42] Eso O, Fang ZZ, Griffo A. Kinetics of cobalt gradient formation during the liquid phase
sintering of functionally graded WC–Co. International Journal of Refractory Metals and
Hard Materials. 2007;25:286-292. DOI: 10.1016/j.ijrmhm.2006.07.002
[43] Dumont A-L, Bonnet J-P, Chartier T, Ferreira JMF. MoSi2/Al2O3 FGM: elaboration by
tape casting and SHS. Journal of the European Ceramic Society. 2001;21:2353-2360. DOI:
10.1016/S0955-2219(01)00198-4
[44] Dobrzański LA, Gołombek K, Lukaszkowicz K. Physical Vapor Deposition in Manu-
facturing. In: Nee AYC, editor. Handbook of Manufacturing Engineering and Technol-
ogy. London: Springer-Verlag; 2015. p. 2719-2754. DOI: 10.1007/978-1-4471-4670-4_29
[45] Dobrzański LA, Pakuła D, Staszuk M. Chemical Vapor Deposition in Manufacturing.
In: Nee AYC, editor. Handbook of Manufacturing Engineering and Technology.
London: Springer-Verlag; 2015. p. 2755-2803. DOI: 10.1007/978-1-4471-4670-4_30
Powder Metallurgy - Fundamentals and Case Studies218
[46] Dobrzański LA, Gołombek K. Structure and properties of the cutting tools made from
cemented carbides and cermets with the TiN+mono-, gradient- or multi (Ti,Al,Si)N
+TiN nanocrystalline coatings. Journal of Materials Processing Technology.
2005;164-165:805-815. DOI: 10.1016/j.jmatprotec.2005.02.072
[47] Wolfe D, Singh J. Functionally gradient ceramic/metallic coatings for gas turbine
components by high-energy beams for high-temperature applications. Journal of
Materials Science. 1998;33:3677-3692. DOI: 10.1023/A:1004675900887
[48] Eason R, editor. Pulsed Laser Deposition of Thin Films: Applications-Led Growth of
Functional Materials. Hoboken: Wiley-Interscience, A John Wiley & Sons, Inc.; 2006.
682 p.
[49] Dobrzański LA, Staszuk M., Gołombek K, Śliwa A, Pancielejko M. Structure and
properties PVD and CVD coatings deposited onto edges of sintered cutting tools.
Archives of Metallurgy and Materials. 2010;55:187-193
[50] Dobrzański LA, Żukowska LW, Mikuła J, Gołombek K, Pakuła D, Pancielejko M.
Structure and mechanical properties of gradient PVD coatings. Journal of Materials
Processing Technology. 2008;201:310-314. DOI: 10.1016/j.jmatprotec.2007.11.283
[51] Dobrzański LA, Pakuła D, Křiž A, Soković M, Kopač J. Tribological properties of the
PVD and CVD coatings deposited onto the nitride tool ceramics. Journal of Materials
Processing Technology. 2006;175:179-185. DOI: 10.1016/j.jmatprotec.2005.04.032
[52] Dobrzański LA, Dobrzańska-Danikiewicz AD, Tański T, Jonda E, Drygała A, Bonek M.
Laser Surface Treatment in Manufacturing. In: Nee AYC, editor. Handbook of Manu-
facturing Engineering and Technology. London: Springer-Verlag; 2015. p. 2677-2717.
DOI: 10.1007/978-1-4471-4670-4_35
[53] Pei T, De Hosson JTM. Functionally graded materials produced by laser cladding. Acta
Materialia. 2000;48:2617-2624. DOI: 10.1016/S1359-6454(00)00065-3
[54] Yang S, Zhong M, Liu W. TiC particulate composite coating produced in situ by laser
cladding. Materials Science and Engineering: A. 2003;343:57-62. DOI: 10.1016/
S0921-5093(02)00361-1
[55] Dobrzański LA, Gołombek K, Hajduczek E. Structure of the nanocrystalline coatings
obtained on the CAE process on the sintered tool materials. Journal of Materials
Processing Technology. 2006;175:157-162. DOI: 10.1016/j.jmatprotec.2005.04.008
[56] Dobrzański LA, Mikuła J. The structure and functional properties of PVD and CVD
coated Al2O3 + ZrO2 oxide tool ceramics. Journal of Materials Processing Technology.
2005;167:438-446. DOI: 10.1016/j.jmatprotec.2005.05.034
[57] Klimpel A, Dobrzański LA, Lisiecki A, Janicki D. The study of properties of Ni-W2C
and Co-W2C powders thermal sprayed deposits. Journal of Materials Processing
Technology. 2005;164-165:1068-1073. DOI: 10.1016/j.jmatprotec.2005.02.198
Fabrication, Structure, Properties and Application of Gradient Sintered Carbide-Steels with HS6-5-2 Matrix
http://dx.doi.org/10.5772/65379
219
[58] Toma F-L, Potthoff A, Berger L-M, Leyens C. Demands, potentials, and economic
aspects of thermal spraying with suspensions: a critical review. Journal of Thermal
Spray Technology. 2015;24:1143-1152. DOI: 10.1007/s11666-015-0274-7
[59] Kawasaki A, Watanabe R. Thermal fracture behavior of metal/ceramic functionally
graded materials. Engineering Fracture Mechanics. 2002;69:1713-1728. DOI: 10.1016/
S0013-7944(02)00054-1
[60] Kobayashi A. Enhancement of TBC (thermal barrier coatings) characteristics by gas
tunnel type plasma spraying. Materials Science Forum. 2007;539-543:1061-1066. DOI:
10.4028/www.scientific.net/MSF.539-543.1061
[61] Pompe W, Worch H, Epple M, Friess W, Gelinsky M, Greil P, Hempel U, Scharnweber
D, Schulte K. Functionally graded materials for biomedical applications. Materials
Science and Engineering: A. 2003;362:40-60. DOI: 10.1016/S0921-5093(03)00580-X
[62] Jin D, Meng Z. Functionally graded PZT/ZnO piezoelectric composites. Journal of
Materials Science Letters. 2003;22:971-974. DOI: 10.1023/A:1024612929936
[63] Zhong PZ, Shang ET. Exact analysis of simply supported functionally graded piezo-
thermoelectric plates. Journal of Intelligent Material Systems and Struc-
tures. 2005;16:643-651. DOI: 10.1177/1045389X05050530
[64] Watari F, Yokoyama A, Omori M, Hirai T, Kondo H, Uo M, Kawasaki T. Biocompatibility
of materials and development to functionally graded implant for bio-medical applica-
tion. Composites Science and Technology. 2004;64:893-908. DOI: 10.1016/j.compscitech.
2003.09.005
[65] Thieme M, Wieters KP, Bergner F, Scharnweber D, Worch H, Ndop J, Kim TJ, Grill W.
Titanium powder sintering for preparation of a porous functionally graded material
destined for orthopaedic implants. Journal of Materials Science: Materials in Medicine.
2001;12:225-231 DOI: 10.1023/A:1008958914818
[66] Dobrzański LA. Overview and general ideas of the development of constructions,
materials, technologies and clinical applications of scaffolds engineering for regenera-
tive medicine. Archives of Materials Science and Engineering. 2014;69:53-80
[67] Dobrzański LA. Applications of newly developed nanostructural and microporous
materials in biomedical, tissue and mechanical engineering. Archives of Materials
Science and Engineering. 2015;76:53-114
[68] Dobrzański LA, Dobrzańska-Danikiewicz AD, Malara P, Gaweł TG, Dobrzański LB,
Achtelik-Franczak A. Fabrication of scaffolds from Ti6Al4V powders using the
computer aided laser method. Archives of Metallurgy and Materials.
2015;60:1065-1070. DOI: 10.1515/amm-2015-0260
[69] Dobrzański LA, et al. Investigations of structure and properties of newly created porous
biomimetic materials fabricated by selective laser sintering, BIOLASIN. Project
UMO-2013/08/M/ST8/00818. Gliwice: Silesian University of Technology; 2013-2016
Powder Metallurgy - Fundamentals and Case Studies220
[70] Dobrzański LA, Dobrzańska-Danikiewicz AD, Gaweł TG, Achtelik-Franczak A.
Selective laser sintering and melting of pristine titanium and titanium Ti6Al4V alloy
powders and selection of chemical environment for etching of such materials. Archives
of Metallurgy and Materials. 2015;60:2039-2045. DOI: 10.1515/amm-2015-0346
[71] Abdel-Hady Gepreel M, Niinomi M. Biocompatibility of Ti-alloys for long-term
implantation. Journal of the Mechanical Behavior of Biomedical Materials.
2013;20:407-415. DOI: 10.1016/j.jmbbm.2012.11.014
[72] Liao S, Wang W, Uo M, Ohkawa S, Akasaka T, Tamura K, Cui F, Watari F. A three-
layered nano-carbonated hydroxyapatite/collagen/PLGA composite membrane for
guided tissue regeneration. Biomaterials. 2005;26:7564-7571 DOI: 10.1016/j.biomateri-
als.2005.05.050
[73] Ma J, Tan GEB. Processing and characterization of metal-ceramics functionally gradient
materials. Journal of Materials Processing Technology. 2001;113:446-449. DOI: 10.1016/
S0924-0136(01)00613-6
[74] Nomura T, Moriguchi H, Tsuda K, Isobe K, Ikegaya A, Moriyama K. Material design
method for the functionally graded cemented carbide tool. International Journal of
Refractory Metals and Hard Materials. 1999;17:397-404. DOI: 10.1016/
S0263-4368(99)00029-3
[75] Zhang LM, Xiong HP, Chen LD, Hirai T. Microstructures of W-Mo functionally graded
material. Journal of Materials Science Letters. 2000;19:955-958. DOI: 10.1023/A:
1006712104200
[76] Lengauer W, Dreyer K. Functionally graded hardmetals. Journal of Alloys and Com-
pounds. 2002;38:194-212. DOI: 10.1016/S0925-8388(02)00232-3
[77] Matula G, Dobrzański LA, Dołżańska B. Structure and properties of TGM manufac-
tured on the basis of cobalt. Journal of Achievements in Materials and Manufacturing
Engineering. 2007;20:151-154
[78] Rosso M, Porto G, Geminiani A. Studies of graded cemented carbides components.
International Journal of Refractory Metals and Hard Materials. 1999;17:187-192. DOI:
10.1016/S0263-4368(99)00006-2
[79] Kloc-Ptaszna A. Struktura i własności gradientowych węglikostali spiekanych na
osnowie stali szybkotnącej HS6-5-2 [Ph.D. Thesis]. Gliwice, Poland: Silesian University
of Technology; 2009.
Fabrication, Structure, Properties and Application of Gradient Sintered Carbide-Steels with HS6-5-2 Matrix
http://dx.doi.org/10.5772/65379
221

